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Compressed Coated Tablet Press 



Explanation of the Figures 

Figure 1 is a plane view of the principal 
operating component of a machine based on this 
invention and shows its interrelationships. Figure 
la is a reduced frontal view of the entire machine. 
Figure 2 is an expanded plane view of the die mold 
punches that are installed in a circle inside the die 
mold pocket wheel. Figure 3 shows the various 
operational stages of the punch which are selected 
in machine operation. Figure 4 is a partial vertical 
cross-sectional view of the machine and shows the 
relationships of the various parts. Figure 5 is a 
plane view of the air regulation manifold. Figure 6 
is an enlarged view of the receiving nozzle, 



* Translator's Note: Transliteration may result 
in an incorrect spelling of the name. 



Detailed Description of the Invention 

This invention relates to a compressed, 
coated tablet press. 

It has been well known for 75 to 100 years 
that tablet preparations are enclosed by a powder 
and that the powder is compressed under increased 
pressure to surround and coat the perimeter of the 
tablet. 

It has also been known for many years that 
this coating is performed by the following 
apparatus. That is, individually made tablets are 
used and large volumes of tablets are manufactured 
using a machine that operates continuously. 



A patent up to the present relating to 
compressed tablets is U.S. Patent No. 207013 (13 
August 1878) of Carter [phonetic]. Examples of 
machines for tablet coating include U.S. Patent No. 
568488 (29 September 1896) of Royce [phonetic] 
and U.S. Patent No. 1246571 (4 December 1917) of 
Stokes [phonetic], A newer example is U.S. Patent 
No. 2700938 (10 February 1955) of Wolf 
[phonetic]. 

One objective of this invention is to make a 
coating device or compressed coating of better 
powder properties than can be mass-produced by 
various known machines. In order to achieve this 
objective, it is a device that has advantages that are 
clearly superior to those of any known machines. In 
particular, one objective of this invention is to 
construct a machine to prepare coatings of desired 
quantities on both sides of a tablet in which the 
tablet is placed in the center inside the coating. 

Another objective is to make a device that 
can be adapted for core tablets of various sizes and 
shapes and to make a device that is reliable in actual 
operation in cases in which tablets cannot be made 
without a core. 

Another objective is to prevent molding of 
solid tablets in which a core is not present. 

Another objective is to make a machine with 
which materials are reliably introduced under 
pressure into the bottom charge after the acceptance 
die pocket has moved vertically to the position in 
which the top charge is received. A regulation 
device for the vertical position of the bottom charge 
is installed so that reliable installation of the core is 
permitted. 

The numerous other objectives of this 
invention and their characteristics will become clear 
from what is described below. 

Core tablet feeding and selection 

The hopper 20 for the core tablet is 
positioned above the oscillating feed screen 22 and 
a plate is attached to it by 24. When the tablet 
passes through the feed device^ the tablet is turned 
upside down and dust and dirt are cleaned from its 
two sides. The tablet is introduced into the disk 26, 



this disk is rotated by the continuously rotating 
shaft 28 and the shaft 28 drives the drum 30 (Figure 
4). The disk 28 is installed above it. 

The drum 30 is subjected to gentle 
oscillation by the oscillation unit 32, which has the 
roller 38 that is connected to the drum. In addition, 
in 38, the tablet, which is very slightly inclined, is 
turned toward the perimeter to the top of the disk, 
which is rotating at a variable speed, and is fed 
outwards. At the aforementioned perimeter, the 
core selection ring or fixing ring 40 rotates in the 
opposite direction to the feed plate 28, or, if desired, 
in the same direction. 

The selection ring 40 is set on the chain 
wheel or annular cogwheel 42, the aforementioned 
chain wheel is installed in the perimeter of the stator 
column 44 and the drum shaft 28 passes through 
this stator column. The chain w r heel or annular 
cogwheel 42 passes through the chain from the die 
mold head and is driven as will be described 
subsequently. The cogwheel 46, which engages 
with the cogwheel 48, is installed on the idler shaft 
50 and drives the vacuum head as will be described 
subsequently. 

The holding ring 60 is installed on the 
perimeter of the plate 28 and on the selection ring 
40. It is desirable that it be a transparent element so 
that it can be observed that the operating wheels are 
feeding the tablet toward the selection ring 40, The 
ring 60 is installed so that it rotates together with 
the ring gear 42 and the selection ring 40. Further, 
it can be separated at a sufficient distance from the 
plate 26 on the upper side and the core can pass 
between the two of them. They can approach each 
other only to the extent that overlapping is avoided. 
The ring 60 is also provided with a series of holes 
61 at a common diameter, These holes 61, which 
are adjacent to the inside part of the machine, 
extend the pickup nozzle into the ring 40 and raise 
the core tablet. 

The spider ring 82 is installed on the stator 
column 44. It extends to the outside beyond the 
plate 26 and forms the stator ring-shaped stand 64. 
The core that has been selected is mounted on this 
stand after the disk 26 has been removed. A cut 68 
is provided at a precisely stipulated distance on the 
inner side of the selection ring 40 and one or several 



tablet cores are received from the large number of 
cores that reach it from the oscillating plate 28, The 
cut forms an angle in the grating direction with the 
disk 28 facing the radius. For this reason, there is a 
tendency for the tablet to deviate from the disk. 
When the stator ring 64 is pulled the core is drawn 
into the cut 68. 

The selected core 70 shown in Figure 1 is 
positioned at the center of the holes 61 of the ring 
60, There is a smaller cut on the backs of these 
holes. They play the role of carrying away crushed 
core or other particle- shaped substances that may 
have been carried into the machine, These 
materials pass through the passageway 74 
immediately below the stator plate 62 and emerge 
from the machine. Accordingly, they pass through 
the holes in the chain wheel 42. 

Thus, the first unit of this apparatus is 
comprised of an oscillating hopper, which supplies 
the core to the oscillating plate 26, and the screen 
22. The oscillating plate feeds the core, which is 
positioned parallel to it, to the ring 48, which is in 
reverse rotation or forward rotation. The ring 40 is 
provided with the holes 68 and these holes are 
positioned immediately below the holes 61 inside 
the ring 60, which rotates the selected core together 
with the ring 40. 

Core receipt and installation 

In the second stage action, the selected cores 
are received, and, in the third stage, which includes 
conveying these cores to the third stage apparatus, 
the cores are installed and coated. The second stage 
action is performed by the idler guide wheel or 
gearless wheels 80 and 82, The aforementioned 
guide wheel is established adjacent to the chain 
wheel 42, There is a vacuum tube 90, which is 
installed between the idle wheels 80 and 82, which 
are attached to the shafts 84 and 86, so that they can 
rotate inside the bearing 92, The gear wheel 94 and 
the gear wheel 96 that engage with it operate 
together. The vacuum manifold that is installed at 
the top of the vacuum tube 90 is rotated. This is 
shown in Figure 1 . The fact that the manifold 1 00 
is affixed on the top of the vacuum tube 90 is shown 
in Figure 1. This manifold 100 is comprised of the 
fixing component 102 at the top of the apparatus 
and of the rotation component 104 at the bottom of 



the device. The bottom part of the device is 
provided with a series of holes 106 and each hole is 
connected to the tube 108. Their objective is 
discussed subsequently. 

As shown in figure 5, the fixing component 
102 is a semicircular shell that forms a vacuum 
chamber on the left side of the manifold 100. This 
shell is installed so that it can be adjusted very 
slightly in the radius direction and the 
circumferential direction and is connected to the 
inside of the vacuum tube 90. This vacuum tube is 
joined together with a depressurization source 
which is called an ordinary vacuum tube. The 
fixing component is supported by the bracket 112. 

The external pressure tube 1 14 is connected 
to another stator manifold 1 16 on the right side of 
the manifold 100 (Figure 5) to form the pressure 
chamber 1 16. For this reason, the holes 106 inside 
the rotating plate 104 selectively become under 
vacuum when they pass through the bottom of the 
semicircular vacuum chamber 102, and, further, 
individually assume a pressure greater than 
atmospheric pressure when they pass through the 
bottom of the chamber 1 18. A suitable vacuum 
source at a characteristic pressure, the vacuum tube 
90 and the external pressure tube 1 14 are connected. 
The chain 120 supports large numbers of core 
transfer nozzle support bodies 122 that project 
through the perimeters of the idler gears 80 and 
82from the chain in the radial direction, 

Each of these core transfer combinations is 
hollow and is connected with the rotating tube 
wheel 104, which operates synchronously with the 
outside diameters of the chain wheels 80 and 82. 
Each transfer combination has the short metal tip 
tubes and is connected to the tube 108. The tube 
108 is flexible and it is desirable that, as much as 
possible, it be made of plastic. 

In addition, the chain 120, as shown in 
Figure 4, engages with the chain wheel 42, and, 
similarly, engages with the chain wheel or the 
wheel-shaped cogwheel on the head of the press 
coating die stand to be described subsequently. The 
core transfer combination is comprised of the 
hollow body 126. This has the small nozzle 128, 
which projects toward the bottom. This comes into 
contact with the core tablet and plays the role of 



receiving it, the core tablet being securely affixed to 
the bottom of the nozzle 128 by the vacuum inside 
the core transfer device. 

The small metal index piece 130 is 
positioned at the perimeter of the nozzle and the 
core is raised to the end of the nozzle 128, When 
this occurs, it is desirable that the core be placed 
mechanically in the center (Figure 6). There is an 
elevated part 132 on the part 126 of the core transfer 
combination and the two attachment rods 134 pass 
through them and penetrate into the interior of the 
chain wheel 120 and descend. These pins connect 
the pins between the rings and form a part of the 
chain. The core transfer combination 122 is 
installed so that the top of the rod 134 moves 
vertically. The spring 136 on the bottom of the rod 
134 normally holds the core transfer combination in 
an elevated position. The cams 142 and 144 are 
installed on the machine frame 140 and actively 
apply pressure on the core transfer combination at 
characteristic times within the circuit or create an 
elevated configuration. 

In the operations of the second stage with 
this device, the chain wheel combination is rotated 
synchronously with the selection ring 40 and the 
aforementioned ring is positioned so that ring 60 
and the hole 61 are congruent. For this reason, the 
cam 142, which acts above the roller 150, moves 
the index strip 128 into the hole 61 and the core at 
the top part of the nozzle 128 is accepted in the 
vacuum inside the chamber 102 where it can be 
held. 

Next, the core is moved and rotated to an 
installation position relative to the press die mold 
stand to be described subsequently by the chain and 
the core transfer combination. 

Core coating action 

The mechanism for core tablet coating is 
shown in Figure 1, the left side of Figure 4, Figure 2 
and Figure 3. The principal component of this part 
of the machine is, of course, the die mold stand 
head or the rotating wheel 160, This rotating die 
mold head has a gear component on the outer side. 
It engages with the chain wheel 120 and operates 
synchronously with the chain operation. 



The die mold head is driven by a motor that 
is connected to the chain wheel 162, The die mold 
stand 160 which holds the sprocket does not have 
teeth. It drives the chain 120 that is guided by the 
chain wheels 80 and 82 and the chain 120 drives the 
chain wheel 42, This is provided with a large 
number of isolated holes 164 and 166 on the 
perimeter, The hole 162 is provided for the purpose 
of receiving the die mold 168 and the die 168 has 
the die hole 170, When these holes pass over the 
chain 120 through the perimeter of the chain wheel 
gear of the die head 160, it assumes a distance such 
that it is congruent with the core transfer nozzle 
128. 

The bottom die mold head 172 and the apex 
die mold head 174 are installed on the same shaft as 
the die mold stand 160. The bottom die mold head 
172 is provided with large numbers of holes 176 
which are set at intervals on the perimeter (Figure 
2), Each hole has a punch 178. These punches 
have the operating head 180 and the punch tip 182. 
Similarly, the upper die mold head has a large 
number of holes 186 set at intervals on its 
perimeter. Each hole is provided with a punch 188 
and the punch has an operating head 190 and a 
punch tip 192. 

The vertical motion of each bottom punch 
178 is regulated by the friction plunger lined with 
the spring 196 which is made of nylon or a similar 
material (Figure 4). For this reason, any desired 
vertical motion of the punch inside the hole 176 
must be obtained by active operation of the punch. 

The vertical motion of the punch inside the 
top and bottom die mold heads is performed by the 
action of cams, As shown in Figure 2, the elevating 
cam 200, which is shown in the left upper part of 
the figure, has the guard 202. This guard engages 
with the bottom side of the operating end 190 and 
raises the end part inside the cam passageway 204 
(Figure 4). Consequently, the punch is supported 
for most of its circumferential movement at a fixed 
height on the die mold stand 160. As shown in 
Figure 2, at the right end, the punch descends, meets 
the guard 206 on the cam 208 and the 
aforementioned lowering cam lowers the punch. 
Consequently, it moves essentially in the tangential 
direction and comes Into contact with the pressure 
roller 210. Continuing into the grounding with the 



pressure roller, the punch again meets the guard 202 
on the cam 200 and moves to an elevated position. 

For the purpose of regulation of the bottom 
punch and for the purpose of starting at the left end 
in Figure 2, the ejection cam 220 3 which has the 
regulation plug 222 ? moves the punch 178 toward 
the apex position, where it releases the finished 
tablet 224. The pull down cam 226 immediately 
lowers the punch 178 to the level ring 228 against 
the friction of the plunger 194. The weight 
regulation cam 230, which can be regulated by the 
nut 232 ? makes precise measurements of the coating 
material for the initial charge. The bellow cam 234 
assumes a shape that reaches the punch head or end 
180 without relation to regulation of the cam 230. 
Consequently, the punch rides on the cam or leveler 
236 which positions the core and the 
aforementioned leveler can be adjusted by the 
gnarled [phonetic] nut 238. The cam which 
positions the core moves inside the bottom charge 
in which the space in which it is reliably positioned 
is precisely adjusted. 

Next, the punch rides to the second weight 
regulation cam 240. After it leaves the cam, it is 
held in its position by the nylon plug 194 until it is 
moved essentially in a tangential relationship to the 
bottom pressure roller 250 by the pressure of the top 
punch. The plunger passes through the space of the 
pressure roller. At the same time that it leaves it, 
the punch meets the ejector cam 220 and again 
elevates it to the release position, Each punch 
inside the bottom die mold head is, for convenience 
sake, given a number from 1 to 33 as indicated in 
Figure 3, Figure 3 shows the various operating 
stages. A mechanism is established for feeding the 
coating material, to be described subsequently, to 
the die inside the die stand 160 in powdered form. 
It has the form of the first feeder shoe 260 and 
supports the hopper 262 on it. The granular 
substance is fed into the first pocket 264 and the 
additional pockets 266 and 268 are usually 
established. There is a plate 270 just anterior of the 
first feed pocket 264. This plate cuts off and 
separates the finished tablet and transports it to the 
discharge shoot 272, which passes through the 
hopper 264 and the oscillating dust removal screen 
276. After the die holes on a suitable equalizing 
plate 278 (Figure 2) are filled, the apex is cleaned 
and the measurement feeding tape 280 is installed in 
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the back of the machine as shown in Figure 1 to 
level it. It has large numbers of holes 282 of a long 
shape at intervals in the circumferential direction. 
A second feeding shoe 284 that has a suitable 
popper 286 provides the granular feeding material 
to the feeding pocket 288. The relative positions of 
the feeding plate 280 and the die tape 160 become 
superimposed in the die pocket 170 when the cable 
280 moves the storage site 282 synchronously with 
the die table. 

The shape of the holes 282 is such that the 
holes are above the holes 170 throughout the curve 
movement period of the two die table wheels. 
Thus, the powder drops from the apex table 280 to 
the die table 160. The scraping plate or cleaning 
plate 290 levels the excess quantity of apex charge 
on the core tablet. The composite cogwheel 285, 
which is removed, engages with the bottom punch 
cylinder 178 and rotates the table 280 and the table 
160 together. 

Operation 

In the operation of this apparatus, the core 
that is to be coated is introduced into the guard 20 
and is fed to the oscillating plate 29 by the 
oscillating screen 22. This oscillating plate 
transports the core toward the outside in the ring 40. 
Here, it is received by the groove 68 which is 
installed in a predetermined position in the radius 
direction. At the same time as the wheel is rotated 
in the direction of the arrow, the chain 120 also 
rotates the core transfer combination while bringing 
it into congruence with the hole 61 of the ring 60 
and supporting it inside the passageway that is 
above it. In a suitable position relative to the 
machine, the core transfer combination is moved 
downwards by bringing the roller 150 into contact 
with cam 142 and the index strip 130, which 
projects on the receiving nozzle 128, by suction that 
is transmitted from the vacuum chamber through 
the tube 108, and, at the same time, the core is 
positioned. Next, the perimeter of the machine is 
moved and the core that has been selected is 
brought into a position that is on the inside 
circumference of the die mold plate or table 160, 

During this time, the die holes 170 inside the 
table 160 are filled in the first feed shoe 280. As 
shown in Figure 2 7 the bottom die punches 1, 2 ? 3, 4 



and 5 receive and next elevate the charged, and, 
finally, it is made even by the scraping plate 278. 
For this reason, the predetermined charge which 
was measured accurately can initially be introduced 
into the die holes. 

Next, the bottom punches are lowered by the 
cam 234. They are then moved to a predetermined 
height or are raised to the core release position by 
the cam 236, which can make adjustments- This 
prevents the core from becoming inclined or 
slipping from the center after it has been installed. 
What is desired is to eliminate the case of the 
charge together with the core that has been 
positioned being subjected to increased pressure as 
will be described subsequently so that it does not 
descend inside the die mold pocket. The bottom 
charges are supported by the nylon plunger 194 so 
that they do not descend. 

This operating stage is shown by plungers 8 
through 12. Next, as shown in Figure 2, the core 
transfer nozzle 128 is gradually lowered inside the 
die holes. The reason for this is that the cam 144 
pushes the roller 150 downwards in opposition to 
the spring 138 and the entire transfer frame 122, 
including the small transfer nozzle 128, that 
supports the vacuum chamber 126 and the tablet 
core is lowered. 

At this point in the operation, the vacuum is 
cut off and the tube is opened to the atmosphere. 
Thus, the reason that it is desirable in many cases 
for the core to be pushed into and retained in the 
initial granular charge inside the die holes which are 
markedly separated downwards from the surface of 
the die table is that the core is pressed into the 
bottom charge and positions it. This installation 
operation is performed as shown by charges 1 1, 12, 
13, 14 and 15 in Figure 2. 

During introduction of the core under 
pressure into the initial granular charge, the bottom 
punches are securely adjusted in the vertical 
position by the cam 236, which can effect 
adjustment, and the aforementioned cam positions 
the punches so that they can receive the pressure of 
the core transfer nozzle. 

In the second stage operation, the 
measurement feeding table 280 measures out and 



introduces a certain quantity of granular coating 
material inside the die hole apex in positions 19, 20, 
21, 22 and 23. The plunger is moved upwards, and 
when the scraping plate or wiping plate 290 comes 
to a position on the cam 240 that is very carefully 
adjusted, the apex of the die is cleaned. Now, the 
charges are positioned below, above and around the 
core. The top punch is compressed by moving it 
downwards on the came 206, and, at the same time 
that the punch approaches the pressure rollers 210 
and 250, the leveling rod 244 is lowered, the 
pressure roller exerts the required amount of 
pressure on the entire charge and the coating around 
the core tablet is solidified. The cam 202 rapidly 
moves the top punch upwards. Next, the ejection 
cam 220 raises the core up to the surface of the die 
table 160 where it is removed by the plate 270 and 
this operation is repeated. 

After the cores have been positioned inside 
the die of the die table in the pressure range inside 
the idler manifold 1 16 and at a point before other 
cores are received, they are individually discharged 
into the tubes 108. This is for wiping away the dust 
on the index strip 130, to clean up pulverized pieces 
and partial pieces from the nozzle 128 and to 
prepare for another receipt. When the core is 
packed inside the nozzle, the increased pressure 
inside the external pressure tube is reflected onto 
the die frame 300 and acts on the microswitch 302. 
Next, the solenoid break clutch 304 is operated and 
the machine is immediately stopped. This safety 
adjustment can be supplemented by the filler index 
piece 308 (Figure 1). This operates the same 
regulation switch 308 that is connected to the 
solenoid break clutch. 

If for some reason, the core is not 
introduced, and, for some reason, there is no core 
that is released from the nozzle 128 by pressure, the 
core, when it is not received from the ring 40, is 
suctioned and flows through nozzle 128 and tube 
108 which do not receive cores. This suctioning 
extracts the granular bottom charge in the die of die 
table 1 60. Consequently, when the holes reach the 
pressure roller, only the top charge is discovered 
inside the die holes. 

Only a predetermined pressure movement 
exists in the roller. Therefore, the quantity is 
insufficient to compress a single determined charge 



to a stable quantity. The fact that, at the release 
point, this loose granular charge is pulverized in 
tatters and that this powder is removed in the 
oscillating screen 276 assures the fact that there is 
no core in the released and completed tablet. 

Claim 

A core tablet coating apparatus which forms 
a compressed granular coating which has a feeding 
table and die table that work on essentially parallel 
shafts having depressions on their perimeters and 
that are set at an interval from each other on their 
perimeters, a sprocket guide pulley that is 
positioned so that it has a perimeter that is 
essentially tangential with each table and a sprocket 
chain that engages with each table on the chain, that 
has a mechanism whereby the pulley and the table 
operate at the same circumferential velocity, the 
sprocket chain operates between the perimeter of 
the aforementioned sprocket pulley and the 
aforementioned feeding table and die table, large 
numbers of vacuum transfer machines work on the 
aforementioned sprockets which are set at an 
interval from each other, that is congruent with the 
depressed region of the aforementioned receiving 
table and the aforementioned die table and that 
raises and lowers the aforementioned mechanism 
when it approaches and is congruent with each table 
and that has a mechanism and that has a vacuum 
adjustment mechanism inside the aforementioned 
transfer mechanism that receives the core from the 
aforementioned receiving table and concludes the 
vacuum action. 

Supplementary Notes 

L A combination as described in the Claim 
which as a first feed site for granular substances that 
is positioned relative to the die table in front of the 
core apparatus and a second feed site that is 
positioned relative to the aforementioned die table 
for the purpose of placing a granular charge that has 
been determined precisely on the apex of the 
installed core. 

2. A combination as described in Note 1 in 
which the second feed site is partially overlaid on 
the perimeter of the die table and which has holes 
that receive the granular substance after it has been 
received and are suited to placing it in the die holes 
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of the die table when a second table is rotated at 
the same time, 

3. A combination as described in the Claim 
which has a central disk that is set parallel to the 
core feed table and that is inclined downwards from 
the center toward the periphery, a mechanism that 
rotates the aforementioned disk in one direction, a 
ring that has large numbers of reception pores that 
open toward the aforementioned ring perimeter and 
that are on its inside perimeter, a mechanism that 
rotates the aforementioned ring relative to the 
aforementioned disk, holes that are that are set at 
intervals on the circumference so that they are 
congruent with the reception mechanism and a ring 
that operates synchronously with the 
aforementioned reception mechanism. 

4. A combination as described in Note 3 that 
forms a tangent line with the feed disk in a 
depression on the inside circumference of the 
rotation ring and that forms a square that is 
positioned so that it approaches it. 

5. A combination as described in Note 3 in 
which a cap ring is overlaid on the aforementioned 
reception ring and that stops overlaying of the core. 

6. A combination as described in Note 3 that 
is equipped with a mechanism that oscillates the 
aforementioned feed disk and that moves the core 
that is placed on the disk toward the periphery. 

7. A combination as described in the Claim 
in which the core transfer mechanism which 
contains a mechanism that mounts the 
aforementioned body, which has a hollow 
passageway, on a vertical shaft and which moves it 
vertically relative to it, an elastic mechanism that 
pushes the aforementioned body upwards, and a 
cam mechanism that is adjacent to the perimeters of 
the aforementioned core feed table and the 
aforementioned die table, that moves the 
aforementioned body downwards and that performs 
the respective reception and discharge actions. 

8. A combination as described in Note 7 in 
which the aforementioned body has a core feed 
nozzle that projects downwards from it and which 
has an index strip in which three or more gaps are 



established on the perimeter of the aforementioned 
core and which is suited to receiving the core. 

9. A combination as described in Note 7 in 
which there is a component in which vacuum 
manifolds pass through a series of openings and 
tubes and are connected to each core transfer body, 
there is a mechanism that connects the 
aforementioned vacuum manifolds to a pressure 
source that is at atmospheric pressure, which moves 
relative to the aforementioned table and in which 
reception [provisional translation as an incorrect 
character seems to have been used: Translator] and 
discharge of the aforementioned core feed table and 
die table [occurs], the aforementioned tubes are 
connected to a vacuum and the aforementioned 
tubes are cut off from the vacuum in air, 
[TRANSLATOR'S NOTE: we are assuming that 
this patent was translated from English. If so, this 
section may have been poorly translated into 
Japanese as it makes poor sense.] 

10. A combination as described in Note 9 in 
which a regulation mechanism is mounted on a 
rotating column that passes downwards through the 
aforementioned chain wheel. 

1 L A combination as described in Note 9 in 
which an air source greater than atmospheric 
pressure is established, a mechanism that operates 
together with the aforementioned manifold is 
provided and the aforementioned tube is positioned 
so that it is connected with the pressure source that 
is between the release position and the reception 
position of the core. 

12. A combination as described in the Claim 
which as a mechanism in which large numbers of 
punches are paired and are set inside the rotating 
head above and below the die table, in which the 
paired punches are fitted to be congruent with the 
die holes inside the die table and that regulates the 
height of the aforementioned punches in the entire 
rotating passageway of the die head. 

13. An improvement in the apex particle 
feed mechanism which, in the compression coating 
mechanism of the mold which uses a die pocket 
rotating head, auxiliary apex and bottom punches, a 
bottom layer particle feed and an apex layer particle 
feed, has a mechanism that fills the apex particle 



feed channels that are determined inside the holes 
of the aforementioned table when the apex layer 
particle determination table (which table is pocketed 
by holes that are positioned so that they overlie the 
die pockets when the two components are rotated) 
holes, which are positioned so that they move on a 
shaft parallel to the head and overlie at one point on 
the perimeter and a mechanism that holds the holds 
the channels inside the holes of the aforementioned 
table until the channels cross over the die head. 

14. An improvement in the core supply 
mechanism which, in the compression coating 
mechanism of the mold which uses a die pocket 
rotating head, auxiliary apex and bottom punches, a 
bottom layer particle feed and an apex layer particle 
feed, has a receiving rotating table that rotates in the 
vicinity of the compression table, a moving 
connecting component that comes into contact with 
the perimeters of the two tables, and a mechanism 
that is on the aforementioned connecting component 
that selects a core from the aforementioned core 
feed table and that presses the core into the bottom 
channel that is determined in the die pocket of the 
compression table during movement of two tables. 
[TRANSLATOR'S NOTE: The use of the word 
"determined" in this sentence and elsewhere further 
suggests a possibly poor translation from English. 
The Japanese word means "determine" in the sense 
of "measure" and does not to our knowledge have 
the nuance of "determine" as it used in the intended 
sense it has in English in this sentence.] 

15. An apparatus as described in Note 14 in 
which a mechanism is established that guides the 
aforementioned connecting component into a fixed 
passageway between the tables. 

16. An apparatus as described in Note 14 in 
which the aforementioned connecting component is 
driven by the aforementioned tables. 

17. An apparatus as described in Note 14 
which has a mechanism on the aforementioned 
transfer combination that selectively combines with 
a large number of core transfer combinations or a 
core on the connecting component that is 
superimposed on the table and that is moving 
through a passageway and transfers the core from 
one table to another table, 



18. An apparatus as described in Note 17 in 
which the reception table has a rotating central disk 
and notches that are on a portion of the perimeter of 
the aforementioned disk and in which several gaps 
are established and has a paddle wheel that receives 
the core and that positions the core relative to the 
passageway of the connecting component and a 
suction nozzle on each reception body that is 
connected to an air source of a pressure less than 
atmospheric pressure and that is fitted to make the 
connecting components congruent with the 
aforementioned notches when it is moved over the 
perimeter of the table, 

19. An apparatus as described in Note 18 in 
which a stator mechanism is present on the 
aforementioned notch and forms a support 
passageway for the core that has been selected. 

20. An improvement in the core feed 
mechanism which contains, in the compression 
coating mechanism of the mold which uses a die 
pocket rotating head, auxiliary apex and bottom 
punches, a bottom layer particle feed and an apex 
layer particle feed, and contains a reception rotating 
table that rotates in the vicinity of the compression 
table, a moving connecting component that comes 
into contact at the perimeter with both tables, a 
large number of suction nozzles on the 
aforementioned connection component that selects a 
core from the aforementioned core supply table that 
is on the aforementioned connection component and 
that presses the core into the bottom channel that is 
determined inside the die pocket of the compression 
table during movement of the two tables, a 
mechanism that supplies to the aforementioned 
nozzle in a predetermined part in the path of the 
aforementioned nozzle, a mechanism that supplies 
air under pressure to the aforementioned nozzle in 
the course between the discharge and reception 
parts of the passageway [TRANSLATOR'S NOTE: 
"passageway" is an educated guess for a clearly 
meaningless misprint] and a mechanism that 
responds to extreme pressures inside the 
aforementioned nozzle. 

21. A mechanism as described in Note 20 in 
which a mechanism is established in which one tube 
is connected to the pressure source and that faces 
the pressure in the nozzle in a part of the course of 
the nozzle, in which a pressure response mechanism 



reflects the pressure that is joined with the air in 
the nozzles and that is increased by the blocked 
nozzle, that responds to the increased pressure and 
that stops the mechanism, 

22. A core feed mechanism that has, in the 
compression coating mechanism of the mold which 
uses a die pocket rotating head, auxiliary apex and 
bottom punches, a bottom layer particle feed and an 
apex layer particle feed, a mechanism that supplies 
the core that is to be coated, a connecting 
component that is connected with the two tables at 
their perimeters and moves, a mechanism which 
selects a core from the aforementioned supply and 
that can move vertically on the aforementioned 
connecting component (which mechanism is a 
component that can move downwards in the bottom 
pocket on the surface of the die pocket and which 
introduces the core under pressure into the bottom 
channel surface which is determines the core) and a 
mechanism that has a pressure manifold that joins 
together the tubes that are joined with each nozzle 
and each tube in the a part of the course of the 
connecting component with the pressure source and 
that cleans each nozzle after descent of the nozzles, 

23. An apparatus as described in Note 22 in 
which the pressure in the tube that is reflected and 
increased in the blocked nozzle operates the 
pressure response mechanism and the pressure 
response mechanism that stops the mechanism 
works together with each tube in a portion of its 
advance. 

24. An apparatus as described in Note 22 in 
which a mechanism, when there is no positioned 
core, stops the mechanism that responds to the core 
and a responding index strip that works together 
with it is installed and which is positioned so that it 
cleans the region immediately below the 
aforementioned nozzle after movement, 

25. An improved core feed mechanism 
which has, in the compression coating mechanism 
of the mold which uses a die pocket rotating head, 
auxiliary apex and bottom punches, a bottom layer 
particle feed and an apex layer particle feed, a 
reception rotating feed table that rotates close to the 
compression table, a moving connecting component 
that comes into peripheral contact with the two 
tables, a mechanism that is above the 
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aforementioned connecting component, that selects 
a core from the aforementioned core supply table 
and that introduces the core under pressure into a 
bottom charge that is determined by the die pocket 
of the compression table while the two tables are 
moving and concentric rotating external rings that 
are superimposed on a portion of the perimeter of a 
rotating central disk aforementioned disk [sic] (the 
aforementioned rings having large numbers of 
notches positioned at intervals, receiving the core 
relative to the passageway of the aforementioned 
connecting components and positioning them). 

26. An operational method for a 
continuously operating automatic tablet coating 
machine that has a continuous mechanism which 
includes placing a certain quantity of coating 
material that is inside the aforementioned pocket 
into a bottom punch, cleaning the die wheel and 
determining the quantity of coating material , 
lowering the bottom punch and the measured 
material into a wheel, positioning the core on the 
material that has been lowered, maintaining the 
coating material that has been measured at the 
lowered height, positioning a second quantity of 
coating material in the first quantity and the core, 
and next compressing the two quantities of material 
on the perimeter of the core and which supplies a 
disk that has pockets set at intervals, top and bottom 
die punches that operate together with the 
aforementioned die pocket, that are set at an interval 
and that form a pair and the core to the 
aforementioned pocket, a mechanism that supplies 
the coating material to the aforementioned pocket 
and a mechanism that adjusts the relationship 
between the aforementioned punches and the 
aforementioned pockets. 
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